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DRX provides you stable and efficient drilling
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New technology : twisted coolant hole
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Adoption of Twisted holed design makes
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Superior Chip Evacuation

Change!!
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Outer edge
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The flute space of internal cutting edge side which
easily gets stuck chips is 1.6 times larger.
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Single coolant hole
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The coolant performance is 1.25 times. 1 ==

P Double coolant hole m*éﬁhﬁ z Tu' 9%'”!7“}7* ‘w

The specialalloy improved ool holder gty and mcreased reliaiity

Conventional tools
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Sticky chips like stainless steel or low carbon steel workpiece troubles are solved.
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GM Chipbreaker GH Chipbreaker SM Chipbreaker
ﬂﬂhﬁmﬁ* BEEM WG SUSERFMEIHERE
3 e ¢ R
o . pSbiwr A il RIRHT-HIT U0 FHEF ofc iR F (it amA)
Cdfb‘”{ Steel,Cast Iron for hardened material,for interruption  Stinless Steel, Low Carbon Steel, Non-ferrous Metals Long entangled chips (competitor A)
universal type with strong edge type Sharp cutting,for deeper drlling

° ﬁ;ﬁ B’\JH43 _j_1:t*>¥ Economical four corners edge type

2 inner pocket cutting edges and 2 outer pocket cutting edges
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Outer edge

Inner edge
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Inner edge
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HA ™ SMTL—AICKBYID<F(SUS304)
Outer edge W}J 'ﬂﬂ@{ﬁlﬁﬁ“ﬂ{% Chips by SM chipbreaker (SUS304)

positioning of outer edge and inner edge
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MEGACOAT
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(PR1230: R wuses PR1225: SUSHERES suoeseoioconmseos PR121 0 558 e GW15: HBLE o)

Vc =150 m/min, f = 0.1 mm/rev,
Dc =020, H = 35 mm , WET, -
- SUS304 : ZXMT06T204SM (PR1225) 7 ‘)
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Oxidation temperature

MEGACOATDE LB kit

MEGACOAT's High oxidation resistance

MEGACOAT (X73d—Fh)
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Longer tool life by MEGACOAT technology
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‘Wear comparison
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Better wear resistance than competitor B
Stable and long tool life
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Less vibration due to well balanced at Drilling
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° BuI*%E{ t Variation of drilling diameter
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Vc=180m/min, f=0.15mm/rev, H=60mm(& & through hole),
©20-3D, WET, S45C, NCHE#& NC Lathe
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DRX type
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Better finished surface than Competiror D and E
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Vc=180m/min, f=0.08mm/rev, H=56mm(LEZEND 7T blind hole),
014-4D, WET, S50C
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Well balanced system due to its excellent chip evacuation causes less variation of drilling
diameter than competitor F
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Covers a variety of workpiece materials with new chipbreaker

.4%% (%ﬁ%l*g 7‘ IJ_jJ :/H\:ﬁ) New chipbreaker features
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Wider chipbreaker (outer edge)

L P SVl (APS)

Flat chipbreaker (inner edge)
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small chips for better evacuation
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ideal continuous chips

O SFEIHN(HA) ‘ Ve=120m/min, f=0.1mm/rev, H=15mm, ©20-3D, WET, S55C
sigmoid cutting edge(outer edge) I
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design developed through comprehensive technology
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3 chipbreakers to covers various materials

‘ G M 7‘1/_73 GM Chipbreaker *** 5ﬂ,ﬁﬁ universal type ‘ G H 7‘1/_jj GH Chipbreaker ** '7‘] 5'63%1 tgg Strong edge type
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Rl @ e @i vy Gff 1st. Recommendation for hardened material, interrupted operation
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for general cutting
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sharp cutting =

materials
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Wider chipbreaker control breakage by pressed
chips

mm For Carbon Steel : PR 1 230 ﬁﬁm For Cast iron : PR 1 2 1 0 EEE*Z 'm&mlm For hardened material, interrupted operation : PR 1 230

Cutting edge strength oriented design

‘ S M 7|./_jj SM Chipbreaker *** 1&?&%'5&%7\% Sharp cutting, for deeper drilling
SMIL—HYID L TYIAA =X (543)
SU Sbfﬁﬁ%&ﬂ Ettﬂ h< ?ME?’J‘%& bb\?ﬁ‘ﬁ'u;wxb;;'gﬂﬂu Il'l‘:‘j [+ Chip breaking system of SM chipbreaker (Outer edge)

For deep drilling of difficult to control chips materials such as stainless steel and low carbon steel
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Sharp cutting by large rake angle
Stable chip control by newly designed chipbreaker and U-shaped cutting edge

@KREFI VA TIERIER
arp cutting by large rake angle (I\U?‘—t}]}] U-shaped cutting edge
U VLI —IMEDEID SHIRIC R Z S

Breaks chips by growing cracks from both ends

Outstanding chip control achieved by splitting chips from the outer edges

S U S "Rﬁiﬂm Forstinlss stel and low carbon seel PR 1 225 ;Fﬁ*ﬁﬁm For Non-ferrous Metals .GW1 5

. 3: “J 77‘ I/_jj #%E Advantages of the Chipbreaker

7‘|J_7J% Chipbreaker GM (Sﬂ‘m) GH (}Jﬁgﬁ{bg&) SM (1&1&&- * ﬁﬂﬁﬁ)

Universal type Strong edge type Shap cutting, for deeper drilling
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Shape
RE&. ST EDBE—HE WieIN T, SIEEMINTIOSE—#EE | SUS-ERSRHIEED. FID<F
FHERDE—HELE HEERRE MAOPITNT—IICRE
1st recommendation for carbon steel and alloy steel | 1st recommendation for hardeded materials | Suitable for sticky materials such as
ﬁE 1st recommendation for cast iron Cutting edge strength oriented design stainless steel and low carbon steel
Advantages R BE DB S YR HFMTDH~ZEDIIAT. EIRHERET CEE VNG
£ o —— o g — HTaL
Good balance of sharp cutting and cutting G_Mj v . ﬁ@%ﬁmj L—n HHDIE ) q:'libl'_:‘f)ﬁm__"ﬁb
edge strength Middle to high feed rates of steel, GM Sharp cutting, prevents chattering
alternative For low to medium feed rates of steel
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TS5y IU—A Flat chipbreaker | Chips from Inner edge
?ﬁﬁu*z Workpiece Material S50C S50C SUS304
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.9:‘y754, yj—‘yj Insert Line Up

s _— Fﬁ?ﬁlﬁ'ﬁ’ﬁﬂﬁ Carbon Steel, Alloy Steel . O
ﬁﬁﬁﬁﬁ@ﬁy Indication of clasification P 1)
.% ?EH"T} ﬁiﬁm Tool Steel .
.- — ;; Ist. Recommendation M Z?‘JUZ@M Stainless Steel O . EAT}[/Q
O%—?E’: 2nd. Recommendation K ﬁfk . A
(ﬁﬁ*ﬂz‘kﬁlnﬁﬁf%i)(swel;non heat treated) LA Cast Iron %ﬁﬁ’\D—‘j
N ;Ei*ﬁ,ﬁ Non-ferrous Material . Rt
. o licable Hold
o e T 3 vimension(mm) | BE aee()|  MEGACOAT | JBIE | wiviis
Shape Description
A | T | ed W | r | a | B |PR1230PR1225 PR1210 GW15
£l .
‘ ZXMT 030203GM-E 6.4 |230| 24 | 48 | 0.3 | 7° 10 [} [ J
|7
ST For Outer Edge @E
ZXMT 030203GM-I 59 |230| 24 | 48 | 0.3 | 7° 10° [ J [ J [ J [ J P7
PIHIF For Inner Edge %’p P 9
P11
ZXMT 030203GH-E 6.4 |230| 24 | 48 | 0.3 | 7° 10° [} P13
SFIF For Outer Edge %E
ZXMT 030203SM-E 6.4 |230| 24 | 48 | 0.3 | 7° 10° [ J [ J
SR For Outer Edge %B
ZXMT 040203GM 6.2 |260| 24 | 51 | 0.3 10° [ J [ J
05T203GM 73 |276| 25 | 55 | 03 [} [}
06T204GM 86 |289| 28 | 6.4 | 0.4 [ J [ J
070305GM 10.2 1324 | 3.0 | 8.0 | 0.5 13° [ J [ J
09T306GM 12.214.03| 3.6 | 9.6 | 0.6 7 [} [}
11T306GM 1451406 | 46 |11.6| 0.6 [ J [ J
140408GM 18.014.88| 5.7 | 144 | 0.8 [ J [ J P7
170608GM 22.116.58| 6.8 |17.7| 0.8 [} [}
ZXMT 040203GH 6.2 |260| 24 | 5.1 | 0.3 10° [ J P8
05T203GH 73 |2.76| 25 | 55 | 0.3 [}
06T204GH 86 |2.89| 28 | 6.4 | 04 ° P9
070305GH 10.2 1324 | 3.0 | 80 | 0.5 13° [ J P10
09T306GH 12.214.03| 36 | 96 | 0.6 7 [ J
11T306GH 14514.06| 46 |11.6| 0.6 [} P11
140408GH 18.014.88| 5.7 | 14.4| 0.8 [ J
170608GH 221658 6.8 [17.7] 0.8 ° P12
ZXMT 040203SM 6.2 |260| 24 | 51 | 0.3 10° [ J [ J P13
B 05T203SM 73 |2.76| 25 | 55 | 0.3 [ J [ J
06T204SM 86 |289| 28 | 6.4 | 04 [ J [ J
EI 070305SM 10.2 1324 | 3.0 | 80 | 05 13° [ ] [ J
09T306SM 12.214.03| 3.6 | 9.6 | 0.6 7 [ J [ J
11T306SM 1451406 | 46 (116 | 0.6 [ J [ ]
140408SM 18.014.88| 5.7 |14.4| 0.8 [ J [ J
170608SM 22.1/6.58| 6.8 |17.7| 0.8 [ J [ J
N 22 N 1
1 — . .
. 9:‘J j 7 I/ leE;REE (ZXMTgil) Suitable Chipbreaker
9“‘/7‘)‘41‘ Insert Size ZXMT;_—:E ?Wj‘j"f;( Insert Size ZXMTEE
) — o REI ' — oo
Work Material j'/ 73 Chipbreaker GM GH SM Work Material 7|J %) Chipbreaker GM GH SM
BIIZRE Drilting Depin 2D 3D 4D 5D|2D 3D 4D 5D|2D 3D 4D 5D BNIIES Drilting Depth |2D 3D 4D 5D|2D 3D 4D 5D|2D 3D 4D 5D
g Dep! g Lep!
EBR R Low Carbon Steel #5584 (FC250,FCD400)
Py PAGERAGHD G ke * Kk ok ok ST ’ * K ok ok
(55400,515C,SCM415,SCr415) Cast Iron
BR3R1H(S45C) K ok ok w |k ko ow |k owow x| | PIVEEE(A2017,A5052) * % * K
Carbon Steel Aluminum Alloy
éﬁ&lﬂ(SCM435,$CF435) * Kk Kk Kl o Kl o Kk E ﬁﬁl *x *x * *
Alloy Steel Brass
EFEIEE(SKD11) B N 7‘&7@@ * % K *
Tool Steel Titanium Alloy
X 7_- y IJXﬁIEJ Stainless Steel * k * * * 1HE22 15t Recommendation Y2 XHEEZ 2nd. Recommendation
(SUS304,5US430,SUS440F)

.EEEE Standard Stock



. ZX M TO 3 9 'f 70) %Eﬁif How to select ZXMTO03 type

GM-E

ZXMT0302030OO-E

GH-E

ZXMTO 39 ’f 7 ( D RX'O 3ﬁﬁ 3:‘7 7) ‘; For ZXMTO03 type(DRX-03 type insert),

DARICE[-EIEERFY I, SBEDTLU—NH S TARICEDE TER.
2)ARAICE[-IHEERF YT (1D H) ZSERLIES L,

1) for external edge, please select -E insert, and also select three different chipbreakers from each application.
2) for internal edge, please select -I insert (only one type).

y*ﬂ Outer Edge W _)'J Inner Edge

ZXMT030203GM-I

SM-E GM-I

. 79““}7 I< U) l/d) 9:‘y 7%ﬁ‘ IUEOD E E Criteria for judging tool life

FatlEDTTE

How to judge tool life

FotlEDER

Guide line for judging tool life

Fv TERRETICHD
V=LY —OFREIR

Tool marks occur due to large edge wear

FYTDHFHULVEF 1 case using new insert
PIEIRORILY FHZRRANICEDCTOHET o BRI TERMEDCARELLEDIRICERET SN TVET)
PIEIDE T 9 2 EMILAIFTICRED LT R KDINEKBEDD T L LIFEICY = IV —IDMIEF B Ao
(ieh $EIA-STRISRAF (C KD SMRAEICFRE T DUIEIITDNE VA (EDCY —ILY—IDMIKZEDEDET)

As originally designed to deflect outward during operation and return to origin after operation, no tool mark remains.
(Depends on workpiece and cutting conditions, it may happen even with new insert)

'?"Jjb‘%ﬁ(:gb’tﬂ% In the case of reaching tool life
HNAT—FEHEFEL TLDE FyvTONRAICRE T DUEBEFHIEL. RV DHZACTHOFRIELIED,
HCRDABICTEhHE T PIEHIDE T I D& RV DTTICRDE T . ZORETRILY ZIR E A HIDUE LIS
ElCEML. Y=LY=V TLEVET,

Start to bow inward due to increasing cutting forces on the outer edge caused by wear growth. And tool mark remains when tool is retracted due to the cutting
edge being in contact with finished surface

INTETOERE

control by drilled diameter

MIFRZA>CTVBE RIS LKIEDEEDEDET . TDHE. FvIHmlCELEHIIULET .

It can be judged to have reached its tool life when drilling diameter becomes suddenly smaller

TNHOEID ) CUFEEIRSR

Burr generation status at the end

FyTEFENEITT & BBNHOD/\UDNKELIED, FvTHmIGELCEHIULE T,

It can be judged to have reached its tool life when remaining burrs become large at the end due to its worn out edge.

tIHIE D%

change of cutting noise

HHOBEPHIFTHIEDRE ZS ATEHNEICEDET

Cutting noise becomes loud

REIDZAE

change of vibration

FvIEFRMEIKIGENTARBDAELED IHIEEEDOTEX T ABL. IREEVIEIE L EHk. IITERDN
TVWIALTTRRODDHELIEDET

Being closer to its tool life, larger vibration and loud noise will de prevelant. But difficult to check the difference in case of smaller diameter.

‘ HUIJ:G)EE%F.'—I_'\ Caution

BEIUNIOSE. BBECT A AIDREL. RIS DIHEEDHHET .
TNAEEZFDHN—DIENY VY TTERASNDBEIRBIREILEDR. NI\ —FZBHF TSV,

When drilling through the workpiece, a disk may be ejected. Proper machine guarding is necessary to prevent injury when operating machine with no cover such as a
conventional lathe.




.l-l_\} bg‘a’f yj—‘yj Holder Line Up
DRXE: (jJ[IIIm* EXD) DRX type(2 X D Drilling Depth)

3
‘ —= $20-DRX...-03 4
2D
® RILFTE
o ER & Spare Parts
X & pimension (MM) ;ﬁ?ﬁ 9597201 | LUF o
I & B TR TeEamE | Clamp Screw Wrench aFvJ
Description Stock [ NO- of ggs’; / @ P5‘
oDc| L1 | L2 | L3 | od | od1 | (Rada) = Applicable nsert
(mm) é
S20 -DRX120M-2-03 ® 12 | 88 | 45 | 24 +0.5 ZXMT03020300-E
-DRX125M-2-03 | ® | 2 | 125 89 | 46 | 25 | 20 | 27 | +0.4 | SB-2042TRG | DTM-6 T
-DRX130M-2-03 () 13 | 90 | 47 | 26 +0.3 (PRSI FR Inner Edge)
-DRX135M-2-04 | @ 135| 91 | 48 | 27 +0.5
-DRX140M-2-04 | @ |, | 14 | 92149 | 28 | ) 0 404 op ooaoTRG | DTM6 ZXMT04020300
-DRX145M-2-04 | @ 145| 93 | 50 | 29 +0.3
-DRX150M-2-04 | @ 15 | 94 | 51 | 30 +0.2
S25 -DRX155M-2-05 | @ 155|109 | 55 | 31 10.8
-DRX160M-2-05 | @ 16 | 110 | 56 | 32 +0.7
-DRX165M-2-05 | ® |, | 16.5 111 | 67 | 33 | | o | %05 | SBoossTR DTM-6 ZXMT05T20300
-DRX170M-2-05 | @ 17 | 112| 58 | 34 +0.4
-DRX175M-2-05 | @ 175 113 | 59 | 35 +0.3
-DRX180M-2-05 o 18 | 114 | 60 | 36 +0.2
-DRX185M-2-06 | ® 185|112 | 58 | 37 +0.9
-DRX190M-2-06 | ® 19 | 113 | 59 | 38 +0.8
-DRX195M-2-06 | ® 195|114 | 60 | 39 +0.7
-DRX200M-2-06 | ® | 2 | 20 | 115 | 61 | 40 | 25 | 32 | +0.5 | SB-2250TR DTM-7 ZXMT06T20400
-DRX205M-2-06 o 205|116 | 62 | 41 +0.4
-DRX210M-2-06 | ® 21 [ 117 | 63 | 42 +0.3
-DRX215M-2-06 | ® 215|118 | 64 | 43 +0.2
-DRX220M-2-07 | ® 22 [ 119 ] 65 | 44 +1.2
-DRX225M-2-07 | @ 225|120 | 66 | 45 +1.0
-DRX230M-2-07 | @ 23 | 121 | 67 | 46 +0.9
-DRX235M-2-07 ® 235|122 | 68 | 47 +0.8
-DRX240M-2-07 | ® | 2 | 24 | 123 | 69 | 48 | 25 | 33 | +0.7 | SB-2570TR DTM-8 ZXMT07030500
-DRX245M-2-07 | ® 245|124 | 70 | 49 +0.5
-DRX250M-2-07 | ® 25 | 125 | 71 | 50 +0.4
-DRX255M-2-07 | @ 255|126 | 72 | 51 +0.3
-DRX260M-2-07 | ® 26 | 127 | 73 | 52 +0.2
S32 -DRX270M-2-09 () 27 | 136 | 77 | 54 +1.6
-DRX280M-2-09 o 28 | 138 | 79 | 56 41 +1.3
-DRX290M-2-09 | ® | 2 | 29 | 140 | 81 | 58 | 32 +1.1 | SB-3080TR DTM-10 ZXMT09T30600
-DRX300M-2-09 | @ 30 142 | 83 | 60 ? +0.8
-DRX310M-2-09 | @ 31 | 144 | 85 | 62 +0.6
ATy MIT 3 BBALE. EDA—0.08mm/rev M FIBELC<Ea U, HESRHIZEE Recommended Cutting Condition @ P15
}%l}zf;fjse—“;agﬁ%?&m ;fieg’?«ﬁ_%ggzr}?é?\o rSlZ:Spage 16 for Adjustable Sleeve SHE. RS2 2—F 42T Trouble shooting @ P14
@ 1ZHETEE Standard Stock



@ RILTTE

2D

E.‘B |:|I:|I:| Spare Parts

oF 3 Dimensi FRAME——
< & Dimension (MM) FT7tyN I93VTAIV1— LvoF BEFvS
o e BIE TakERE | Clamp Serew Wrench =7 Y
Description Stock | NO- of g’:_?;t / @ P5‘
oDc | L1 L2 L3 | od | @d1 | (Radial) = ATEe i
(mm) E
S40 -DRX320M-2-11 ° 32 | 169 | 100 | 64 +2.2
-DRX330M-2-11 [ J 33 | 171 | 102 | 66 +1.9
-DRX340M-2-11 [ J 34 | 173 | 104 | 68 +1.7
-DRX350M-2-11 ® | 2 35 | 175 | 106 | 70 40 54 | +1.4 SB-4085TR DTM-15 ZXMT11T30600
-DRX360M-2-11 (] 36 | 177 | 108 | 72 +1.2
-DRX370M-2-11 [ J 37 | 179 | 110 | 74 +0.9
-DRX380M-2-11 (] 38 | 181 | 112 | 76 +0.7
-DRX390M-2-14 [ J 39 | 179 | 110 | 78 +2.8
-DRX400M-2-14 [ J 40 [ 181 | 112 | 80 54 +2.5
-DRX410M-2-14 [ J 141 183 | 114 | 82 +2.3
-DRX420M-2-14 [ J 42 | 185 | 116 | 84 +2.0
-DRX430M-2-14 ® | 2 43 | 187 | 118 | 86 40 +1.8 SB-5090TR DT-20 ZXMT14040800
-DRX440M-2-14 [ J 44 | 189 | 120 | 88 +1.5
-DRX450M-2-14 [ J 45 [ 191 | 122 | 90 59 | +1.3
-DRX460M-2-14 [ J 46 | 193 | 124 | 92 +1.0
-DRX470M-2-14 [ J 47 | 195 | 126 | 94 +0.8
-DRX480M-2-17 [ J 48 | 194 | 125 | 96 +3.8
-DRX490M-2-17 [ J 49 | 196 | 127 | 98 +3.5
-DRX500M-2-17 [ J 50 | 198 | 129 | 100 59 +3.3
-DRX510M-2-17 [ J 51 | 200 | 131 | 102 +3.0
-DRX520M-2-17 [ J 52 | 202 | 133 | 104 +2.8
-DRX530M-2-17 [ J 53 | 204 | 135 | 106 +2.5
-DRX540M-2-17 ® | 2 54 | 206 | 137 | 108 | 40 +2.3 | SB-60120TR DT-25 ZXMT17060800
-DRX550M-2-17 (] 55 | 208 | 139 | 110 +2.0
-DRX560M-2-17 [ J 56 | 210 | 141 | 112 +1.8
-DRX570M-2-17 [ J 57 | 212 | 143 | 114 64 | +1.5
-DRX580M-2-17 [ J 58 | 214 | 145 | 116 +1.3
-DRX590M-2-17 [ J 59 | 216 | 147 | 118 +1.0
-DRX600M-2-17 [ ] 60 | 218 | 149 | 120 +0.8

Z7EyNMIT T 35813 EDZ=0.08mm/rev LIFICEEEL TS LY,
When offset machining, reduce feed rate to 0.08mm/rev or less
AR AU—T (SHERY) (&, P16ZTSHRLIEE L\, See page 16 for Adjustable Sleeve SHE.

° 7][]33%0) E ﬁ (EDQ ‘f j) Cutting Tolerance (2D Type)

Dc Huglﬁg;:e’;ole(rmT)
@12 ~ 026 J_r 8:?3
@27 ~ 238 i 8?2
@39 ~ 260 ’ 82?)

¥ FECIFERDBYETT . Listed tolerance is guidline numbers.

WA REIM O S Y TIRE VSRS CEB DTN SHDE T,
These guidline numbers may be variable depending on machines, workpiece,
clamping conditions and cutting conditions.

.*%ﬁ&ré Standard Stock

?E”fétﬂﬁu%{fl: Recommended Cutting Condition @ P15
NS TV a—F 427 Trouble Shooting ® P14




.l-l_\} bg‘a’f yj—‘yj Holder Line Up
D RXEI—! (j]l]IigiE_CS : SXD) DRX type(3 X D Drilling Depth)

@ RILITE
MR ‘&B ﬁl:l Spare Parts
i Dimension (MM) %Eﬂ 45T2a- | LUF HEF T
I T 3;%& TTREEEE Clamp Screw Wrench = Y
Description Stock I;Los'e(lzlt gg:e't @ P5
oDc | L1 | L2 | L3 | od | @d1 | (Radia) = araiabiginser
(mm) g
S20 -DRX120M-3-03 [ 12 | 100 | 57 36 +0.5 ZX(I\y/l{l;gOFg%ZOi%)C))-E
uter €
-DRX125M-3-03 ® | 2 (125|102 | 59 | 375 20 27 | +0.4 | SB-2042TRG DTM-6 ZXMT030203GgM-|
-DRX130M-3-03 | ® 13 | 103 | 60 | 39 +0.3 (IR o)
-DRX135M-3-04 [ J 135|105 | 62 |40.5 +0.5
-DRX140M-3-04 ( 14 | 106 | 63 | 42 +0.4
-DRX145M-3-04 ° 2 145 | 108 | 65 |435 20 27 +0.3 SB-2042TRG DTM-6 ZXMT04020300
-DRX150M-3-04 [ J 15 | 109 | 66 45 +0.2
S25 -DRX155M-3-05 [ ] 165|124 | 70 |46.5 +0.8
-DRX160M-3-05 [ ] 16 | 126 | 72 48 +0.7
-DRX165M-3-05 [ J 16.5 | 127 | 73 | 49.5 +0.5
-DRX170M-3-05 ° 2 17 | 129 | 75 51 25 32 +0.4 SB-2045TR DTM-6 ZXMT05T20300
-DRX175M-3-05 [ J 1751130 | 76 |52.5 +0.3
-DRX180M-3-05 (J 18 | 132 | 78 | 54 +0.2
-DRX185M-3-06 [ J 185|131 | 77 | 555 +0.9
-DRX190M-3-06 [ ] 19 | 132 | 78 57 +0.8
-DRX195M-3-06 [ ] 19.5| 134 | 80 | 58.5 +0.7
-DRX200M-3-06 ® | 2 20 | 135 | 81 60 25 32 | +0.5 | SB-2250TR DTM-7 ZXMT06T20400
-DRX205M-3-06 [ J 205|137 | 83 |61.5 +0.4
-DRX210M-3-06 [ J 21 | 138 | 84 63 +0.3
-DRX215M-3-06 [ J 21.5| 140 | 86 | 64.5 +0.2
-DRX220M-3-07 [ J 22 141 87 66 +1.2
-DRX225M-3-07 [ J 225|142 | 88 | 67.5 +1.0
-DRX230M-3-07 [ J 23 | 144 | 90 69 +0.9
-DRX235M-3-07 [ J 23.5| 145 | 91 | 70.5 +0.8
-DRX240M-3-07 ® | 2 24 | 147 | 93 72 25 33 | +0.7 | SB-2570TR DTM-8 ZXMT07030500
-DRX245M-3-07 [ J 245|148 | 94 | 73.5 +0.5
-DRX250M-3-07 [ J 25 | 150 | 96 75 +0.4
-DRX255M-3-07 [ J 255|151 | 97 | 76.5 +0.3
-DRX260M-3-07 [ J 26 | 153 | 99 78 +0.2
S32 -DRX265M-3-09 (] 26.5| 161 | 102 | 79.5 +1.7
-DRX270M-3-09 [ ] 27 | 163 | 104 | 81 +1.6
-DRX275M-3-09 [ J 27.5| 164 | 105 | 82.5 41 +1.5
-DRX280M-3-09 (] 28 | 166 | 107 | 84 +1.3
-DRX285M-3-09 (] 28.5| 167 | 108 | 85.5 +1.2
-DRX290M-3-09 [ J 2 29 [ 169 | 110 | 87 32 +1.1 SB-3080TR DTM-10 ZXMT09T30600
-DRX295M-3-09 [ J 29.5| 170 | 111 | 88.5 +1.1
-DRX300M-3-09 [ J 30 | 172 | 113 | 90 +0.8
-DRX305M-3-09 [ J 30.5| 173 | 114 | 91.5 43 | +0.7
-DRX310M-3-09 [ 31 | 175 | 116 | 93 +0.6
-DRX315M-3-09 [ J 315|176 | 117 | 94.5 +0.5
S$40 -DRX320M-3-11 ] 32 | 201|132 | 96 +2.2
-DRX330M-3-11 [ J 33 | 204 | 135 | 99 +1.9
-DRX340M-3-11 [ J 34 | 207 | 138 | 102 +1.7
-DRX350M-3-11 ® | 2 35 | 210 | 141 | 105 | 40 54 | +1.4 | SB-4085TR DTM-15 ZXMT11T30600
-DRX360M-3-11 [ J 36 | 213 | 144 | 108 +1.2
-DRX370M-3-11 [ J 37 | 216 | 147 | 111 +0.9
-DRX380M-3-11 [ J 38 | 219 | 160 | 114 +0.7
ai:;;i?ﬂigﬁ?gi;ﬁgﬂ:g ggm?/éﬁiﬁflhﬁbt<kéuo }Eﬁfﬂ ﬁu%ﬁ: Recxinmended‘Cutting Condition @ P15
AR AU—T (SHERY (&, P16ZTSHRLIEE L\, See page 16 for Adjustable Sleeve SHE. NS TV a—F 4227 Trouble Shooting @ P14

.*EZEEE Standard Stock



@ RILYE 3D

Mo EB m Spare Parts
3 pimension (MM) ,T?Efﬂ 45721~ | LUF EEF T
A Fea N}J%ﬂf E’E‘Egﬁ Clamp Screw Wrench % P;
Description Stock Ir?sé(:l ax.
oDc | L1 L2 | L3 | od | od1 (gglsi:) arelablgzen
(mm) %
S40 -DRX390M-3-14 ([ ] 39 | 218 | 149 | 117 +2.8
-DRX400M-3-14 [ ] 40 | 221 | 152 | 120 54 +2.5
-DRX410M-3-14 ([ ] 41 | 224 | 155 | 123 +2.3
-DRX420M-3-14 ([ ] 42 | 227 | 158 | 126 +2.0
-DRX430M-3-14 ® | 2 | 43 | 230|161 | 129 | 40 +1.8 | SB-5090TR DT-20 ZXMT140408C0O
-DRX440M-3-14 ([ ] 44 | 233 | 164 | 132 +1.5
-DRX450M-3-14 ([ ] 45 | 236 | 167 | 135 59 | +1.3
-DRX460M-3-14 ([ ] 46 | 239 | 170 | 138 +1.0
-DRX470M-3-14 [ d 47 | 242 | 173 | 141 +0.8
-DRX480M-3-17 ® 48 | 242 | 173 | 144 +3.8
-DRX490M-3-17 [ ] 49 | 245 | 176 | 147 +3.5
-DRX500M-3-17 ® 50 | 248 | 179 | 150 59 +3.3
-DRX510M-3-17 ([ ] 51 | 251 | 182 | 153 +3.0
-DRX520M-3-17 ([ ] 52 | 254 | 185 | 156 +2.8
-DRX530M-3-17 ® 53 | 257 | 188 | 159 +2.5
-DRX540M-3-17 ® 2 | 54 260 | 191 | 162 | 40 +2.3 | SB-60120TR DT-25 ZXMT170608C0
-DRX550M-3-17 ([ ] 55 | 263 | 194 | 165 +2.0
-DRX560M-3-17 ® 56 | 266 | 197 | 168 +1.8
-DRX570M-3-17 [ ] 57 | 269 | 200 | 171 64 | +1.5
-DRX580M-3-17 ([ ] 58 | 272 | 203 | 174 +1.3
-DRX590M-3-17 ® 59 | 275 | 206 | 177 +1.0
-DRX600M-3-17 (4 60 | 278 | 209 | 180 +0.8
ghiﬁ;;?iiaﬁfgiefglif:g 8@m@i§¥4ﬁficﬁbt<ﬁémo ?EQEJJ ﬁu%ﬁ: Recxlnmefded“Cutting Condil%on ® P15
ARBAU—T (SHERY) (3. P167ZTBHRLfEE L, See page 16 for Adjustable Sleeve SHE. hjj}b/l_T{Ja Trouble Shooting @ P14

° le]Ii%@ E E (3D 9 ’f 7) Cutting Tolerance (3D Type)

Do e
B12 ~ 026 T
826.5 ~ 238 T2
239 ~ 260 + 959

¥ FECIFERDOBYETT . Listed tolerance is guidline numbers.
Wt WHIM O S 2 TR VISR S CEBI DR N S D E T,
These guidline numbers may be variable depending on machines, workpiece,
clamping conditions and cutting conditions.

.*%ﬁ&ré Standard Stock
10



.l-l_\} bg‘a’f yj—‘yj Holder Line Up
DRXEI—! (jJ[II;;iE_(S:4XD) DRX type(4 X D Drilling Depth)

4D
@ RILYE
-2 F:.‘B m Spare Parts
X & pimension (MM) ;T?Eﬂ 93572001~ | LUF o
B & HE T TEEE | Clamp Screw Wrench a7 Y
Description Stock I;lnz';r’tf glf‘f‘:e't / @ P5
oDc| L1 | L2 | L3 | od | od1 | Rad) = Applicable Tasert
(mm) é
S$20 -DRX120M-4-03 ® 12 | 112 | 69 | 48 +0.5 ZXMT03020300-E
-DRX125M-4-03 | ® | 2 [125 | 114 | 71 | 50 | 20 | 27 | +0.4 | SB-2042TRG | DTM-6 T e
-DRX130M-4-03 [ J 13 | 116 | 73 | 52 +0.3 (PIFIF Inner Edge)
-DRX135M-4-04 [ ] 135|118 | 75 | 54 +0.5
-DRX140M-4-04 ® 14 | 120 | 77 | 56 +0.4
-DRX145M-4-04 ° 2 145|122 | 79 | 58 20 | 27 103 SB-2042TRG DTM-6 ZXMT04020300
-DRX150M-4-04 [ ] 15 | 124 | 81 60 +0.2
S$25 -DRX155M-4-05 ® 155|140 | 86 | 62 +0.8
-DRX160M-4-05 ® 16 | 142 | 88 | 64 +0.7
-DRX165M-4-05 ® 16.5| 144 | 90 | 66 +0.5
-DRX170M-4-05 ° 2 17 | 146 | 92 | &8 25 | 32 +04 SB-2045TR DTM-6 ZXMT05T20300
-DRX175M-4-05 ® 175|148 | 94 | 70 +0.3
-DRX180M-4-05 [ J 18 | 150 | 96 | 72 +0.2
-DRX185M-4-06 (] 185|149 | 95 | 74 +0.9
-DRX190M-4-06 o 19 | 151 | 97 | 76 +0.8
-DRX195M-4-06 (] 19.5| 153 | 99 | 78 +0.7
-DRX200M-4-06 ® | 2| 20 155|101 | 80 | 25 | 32 | +0.5 | SB-2250TR DTM-7 ZXMT06T20400
-DRX205M-4-06 [ ] 20.5| 157 | 103 | 82 +0.4
-DRX210M-4-06 (] 21 | 159 | 105 | 84 +0.3
-DRX215M-4-06 [ ] 21.5| 161 | 107 | 86 +0.2
-DRX220M-4-07 ® 22 | 163 | 109 | 88 +1.2
-DRX225M-4-07 ([ ] 225|165 | 111 | 90 +1.0
-DRX230M-4-07 [ ] 23 | 167 | 113 | 92 +0.9
-DRX235M-4-07 [ ] 23.5| 169 | 115 | 94 +0.8
-DRX240M-4-07 ® | 2 | 24 | 171|117 | 96 | 26 | 33 | +0.7 | SB-2570TR DTM-8 ZXMT07030500
-DRX245M-4-07 [ ] 245|173 | 119 | 98 +0.5
-DRX250M-4-07 ([ ] 25 | 175 | 121 | 100 +0.4
-DRX255M-4-07 ® 255 | 177 | 123 | 102 +0.3
-DRX260M-4-07 ® 26 | 179 | 125 | 104 +0.2
S§32 -DRX270M-4-09 (] 27 | 190 | 131 | 108 +1.6
-DRX280M-4-09 (] 28 | 194 | 135 | 112 41 | +1.3
-DRX290M-4-09 ® | 2 | 29 | 198 | 139 | 116 | 32 +1.1 SB-3080TR DTM-10 ZXMT09T30600
-DRX300M-4-09 ® 30 | 202 | 143 | 120 43 +0.8
-DRX310M-4-09 [ ] 31 | 206 | 147 | 124 +0.6
S40 -DRX320M-4-11 ([ ] 32 | 223 | 154 | 128 +2.2
-DRX330M-4-11 [ ] 33 | 227 | 158 | 132 +1.9
-DRX340M-4-11 ([ ] 34 | 231 | 162 | 136 +1.7
-DRX350M-4-11 ® | 2 | 35 | 235|166 | 140 | 40 | 49 | +1.4 | SB-4085TR DTM-15 ZXMT11T30600
-DRX360M-4-11 [ ] 36 | 239 | 170 | 144 +1.2
-DRX370M-4-11 ([ ] 37 | 243 | 174 | 148 +0.9
-DRX380M-4-11 ® 38 | 247 | 178 | 152 +0.7
7 7LyMILT 9 BEEE. ZDEE008mm/rev IFICZEL T, HESZEDHIZRAF Recommended Cutting Condition & P15
-fﬁfg’?;use—r;?(CSHEg)el;f 73 ?ee;éa«:%%(rcéiv\o rS:ispage 16 for Adjustable Sleeve SHE. NSV 2—F 4 2/Z Trouble Shooting @ P14
@ IRAEFEE Standard Stock

11



!
@ RILYTE —_HD

. $EEH EB & spare Parts
X 7 pimension (MM) ATtuN 93VTAN- | LUF AT T
o 15 T T4EgHE | Clamp Screw Wrench [= e
Description Stock | No- of Sdf?s); @ P5
oDc | L1 L2 L3 od | od1 | (Radial) = Ayhetite ligii
(mm) E /
S40 -DRX390M-4-14 [ ] 39 | 257 | 188 | 156 +2.8
-DRX400M-4-14 [ J 40 | 261 | 192 | 160 54 +2.5
-DRX410M-4-14 o 41 | 265 | 196 | 164 +2.3
-DRX420M-4-14 [ ] 42 | 269 | 200 | 168 +2.0
-DRX430M-4-14 ® | 2 43 | 273 | 204 | 172 | 40 ] +1.8 SB-5090TR DT-20 ZXMT140408 OO
-DRX440M-4-14 [ J 44 | 277 | 208 | 176 +1.5
-DRX450M-4-14 [ J 45 | 281 | 212 | 180 59 +1.3
-DRX460M-4-14 [ J 46 | 285 | 216 | 184 +1.0
-DRX470M-4-14 [ J 47 | 289 | 220 | 188 +0.8
S50 -DRX480M-4-17 [ J 48 | 290 | 221 | 192 +3.8
-DRX490M-4-17 [ ] 49 | 294 | 225 | 196 +3.5
-DRX500M-4-17 [ J 50 | 298 | 229 | 200 59 +3.3
-DRX510M-4-17 [ J 51 | 302 | 233 | 204 +3.0
-DRX520M-4-17 [ J 52 | 306 | 237 | 208 +2.8
-DRX530M-4-17 [ J 53 | 310 | 241 | 212 +2.5
-DRX540M-4-17 ® | 2 54 | 314 | 245 | 216 | 50 ] +2.3 | SB-60120TR DT-25 ZXMT170608 OO
-DRX550M-4-17 [ ] 55 | 318 | 249 | 220 +2.0
-DRX560M-4-17 [ J 56 | 322 | 253 | 224 +1.8
-DRX570M-4-17 [ J 57 | 326 | 257 | 228 64 | +1.5
-DRX580M-4-17 [ J 58 | 330 | 261 | 232 +1.3
-DRX590M-4-17 [ J 59 | 334 | 265 | 236 +1.0
-DRX600M-4-17 [ J 60 | 338 | 269 | 240 +0.8
giﬁéi?iigﬁ?@iﬁgﬁtg (?0‘2[:;3@3; ﬁfl:ﬁ&ib(ﬁ:‘ab\o ﬁﬁfﬂﬁﬂ%ﬁ Recommended Cutting Condition @ P15
fRSAU—T (SHERY) (3. P16%TSHBLIEE L), See page 16 for Adjustable Sleeve SHE. NS TV 2—F4>/% Trouble Shooting @ P14
* IITERDODBZR (4D A ) cuting Tolerance (4D Type)
oo | i
212 ~ 526 roa
027 ~ 538 +0.80
239 ~ 260 ross

% FERIFERDIIETT . Listed tolerance is guidline numbers.
et WEIA O S 2 TR VISR S CEB DRI NS D F T .
These guidline numbers may be variable depending on machines, workpiece,
clamping conditions and cutting conditions.

.%ﬁ&@ Standard Stock
12
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.l-l_\} bg‘a’f yj—‘yj Holder Line Up

D RXEI—! (j]l]IigiE_CS : 5XD) DRX type(5 X D Drilling Depth)

od
od1

SD

@ RILYE

N Eﬁ&ﬁrﬁl EB |I:|:|:I| Spare Parts
7_" ;f Dimension (MM) A 959 FTA9 21— UF EA9= “ 7
AU § E E N}J%&f E-[Efﬁ Clamp Screw Wrench % P;
Description Stock Ir:)s'e?t a:; Gy
oDc| L1 | L2 | L3 | od | adi (I?afgiatl) g Aiteile ling
(mm) é
S20 -DRX120M-5-03 [ J 12 | 120 | 77 60 +0.5 ZXMT03020300-E (40P Outer Ede)
-DRX130M-503 | ® | 2 | 13 | 125 | 82 | 65 | 20 | 27 | 403 | SB-2042TRG | DTM-6 | 7y1030903GHH (50 o)
-DRX140M-5-04 [ J 14 | 134 | 91 70 +0.4
-DRX150M-5-04 s 2 15 | 139 | 96 75 20 27 +0.2 SB-2042TRG DTM-6 ZXMT04020300
S25 -DRX160M-5-05 () 16 | 158 | 104 | 80 +0.7
-DRX170M-5-05 ® | 2 17 | 163 | 109 | 85 25 32 +0.4 SB-2045TR DTM-6 ZXMT05T20300
-DRX180M-5-05 [ J 18 | 168 | 114 | 90 +0.2
-DRX190M-5-06 [ J 19 | 170 | 116 | 95 +0.8
-DRX200M-5-06 ® | 2 20 | 175|121 | 100 | 25 32 +0.5 SB-2250TR DTM-7 ZXMT06T20400
-DRX210M-5-06 () 21 | 180 | 126 | 105 +0.3
-DRX220M-5-07 [ ] 22 | 185 | 131 | 110 +1.2
-DRX230M-5-07 [ J 23 | 190 | 136 | 115 +0.9
-DRX240M-5-07 ® | 2 24 | 195 | 141 | 120 | 25 33 +0.7 SB-2570TR DTM-8 ZXMT07030500
-DRX250M-5-07 [ ] 25 | 200 | 146 | 125 +0.4
-DRX260M-5-07 [ 26 | 205 | 151 | 130 +0.2
S32 -DRX270M-5-09 (] 27 | 217 | 158 | 135 +1.6
-DRX280M-5-09 [ J 28 | 222 | 163 | 140 41 +1.3
-DRX290M-5-09 ® | 2 29 | 227 | 168 | 145 | 32 +1.1 SB-3080TR DTM-10 ZXMT09T30600
-DRX300M-5-09 [ J 30 | 232 | 173 | 150 43 +0.8
-DRX310M-5-09 [ 31 | 237 | 178 | 155 +0.6
S40 -DRX320M-5-11 [ ] 32 | 255 | 186 | 160 +2.2
-DRX330M-5-11 [ J 33 | 260 | 191 | 165 +1.9
-DRX340M-5-11 () 34 | 265 | 196 | 170 +1.7
-DRX350M-5-11 ® | 2 35 | 270 | 201 | 175 | 40 49 +1.4 SB-4085TR DTM-15 ZXMT11T30600
-DRX360M-5-11 ° 36 | 275 | 206 | 180 +1.2
-DRX370M-5-11 [ J 37 | 280 | 211 | 185 +0.9
-DRX380M-5-11 [ J 38 | 285 | 216 | 190 +0.7
-DRX390M-5-14 [ J 39 | 296 | 227 | 195 +2.8
-DRX400M-5-14 [ ] 40 | 301 | 232 | 200 54 +2.5
-DRX410M-5-14 [ J 41 306 | 237 | 205 +2.3
-DRX420M-5-14 [ J 42 | 311 | 242 | 210 +2.0
-DRX430M-5-14 ® | 2 43 | 316 | 247 | 215 | 40 +1.8 SB-5090TR DT-20 ZXMT14040800
-DRX440M-5-14 [ J 44 | 321 | 252 | 220 +1.5
-DRX450M-5-14 [ ] 45 | 326 | 257 | 225 59 +1.3
-DRX460M-5-14 [ J 46 | 331 | 262 | 230 +1.0
-DRX470M-5-14 [ J 47 | 336 | 267 | 235 +0.8
S50 -DRX480M-5-17 [ ] 48 | 338 | 269 | 240 +3.8
-DRX490M-5-17 [ ] 49 | 343 | 274 | 245 +3.5
-DRX500M-5-17 [ J 50 | 348 | 279 | 250 59 +3.3
-DRX510M-5-17 [ J 51 353 | 284 | 255 +3.0
-DRX520M-5-17 [ J 52 | 358 | 289 | 260 +2.8
-DRX530M-5-17 [ J 53 | 363 | 294 | 265 +2.5
-DRX540M-5-17 ® | 2 54 | 368 | 299 | 270 | 50 +2.3 | SB-60120TR DT-25 ZXMT17060800
-DRX550M-5-17 [ J 55 | 373 | 304 | 275 +2.0
-DRX560M-5-17 [ ] 56 | 378 | 309 | 280 +1.8
-DRX570M-5-17 [ J 57 | 383 | 314 | 285 64 +1.5
-DRX580M-5-17 () 58 | 388 | 319 | 290 +1.3
-DRX590M-5-17 [ J 59 | 393 | 324 | 295 +1.0
-DRX600M-5-17 [ 60 | 398 | 329 | 300 +0.8
F T EYNITE HHE.EDZ=0.05mm/rev LIMSEEL TS, HESFEIEISEE Recommended Cutting Condition @ P15
Wfﬁlj‘?;gse—“;?gﬁl‘%gﬁ!r)e&m ??eg’?é%ggz?giv\o rSIZZ:Spage 16 for Adjustable Sleeve SHE. ST IY2—F 42T Troubie Shooting @ P14
.*?%LEEE Standard Stock
° HDI?EGJ E ﬁ (5D9 *f 7) Cutting Tolerance (5D Type) - _ -
Do | MIGE (m) [ pg | MIAE (mm) | pg | MIAE (m) | i e st
C“‘fé”g;’“ C“’T;"Z:“ C“‘:“_gg"j;"“e WO HIE 55> TIRIE IR CER TR B D E T
or~oe6 Y030 loer~oss| T332 ovo~geo| | FOED | o m b bl deningon i o




. ba 7“”1:/:!.—7_'4”/7“ Troubleshooting

Hole diameter become
smaller at hole bottom

E{fBottom)

A>B

Reduce the feed rate

@ P150 [HEETHIRM] B8
See "Recommended Cutting Conditions"
on page 15.

AESKRR B R =1 PO
Problem Details Cause Countermeasure
A (\Dfliniet) ACSRIBEEL Y, 10 < FOOFED MR OES
"—" | TR THRLZICTEN (RAXIEHAIDEID L T Change the cutting conditions
o an \ WELED no%ED) - YIHIREZ LIFD
ﬂ{%g‘d‘\_é_ig% i Iglo Erolblce]:_m at holg inlet, ] C&ogged chip from inner and outer lncrease)EeRCutting speed
(%LJD‘IJ\(_ l,\) i gE;Edl?alely‘ldmeter ecreases edge. CEDERFRE
|

TUEDINELED

(AODhShELY)

Hole diameter become
smaller from the hole inlet

Hole diameter become smaller
from inlet. (at stationary drilling)

ADOIFREAREEWNAY AANY K FDDOED YIHISRHDEE
ACAOflnet) TR CRLICTUED Clogged chip from inner edge. Change the cutting conditions
1 AELED - CIHIEEZ LB
1 N_o proble_m at hole inlet, but hole Increase the cutting speed
/"'QED‘VC i < Tc-; % ! diameter increases gradually. CEDERRE
(ﬁﬁ“f)‘ki‘l’\) | A<B’ Reduce the feed rate
Hole diameter become i @ P150 H&Etﬂﬁﬂ%ﬁj S
larger at hole bottom i See "Recommended Cutting Conditions"
I on page 15.
(E{8IBottom) - DEEDF T WY Check the center height
@ P17~1888 see page 17-18.
AVNENSYED:) TEORBERR TR CERT 2155, XezER
INELY Improper cutting dia. adjustment UIVROFAREZEITD .
(TRHINITR) When using with lathe, adjust the hole dia.

by moving the tool the in X-axis direction.
@ P1788 secpage 17.

AADHLEHD
(A7 HFESIEWN)

DR EITIE D TLIEE L,

Adjust the center height

Inner insert is above the center (No @ P17~185888 see page 17-18.
core remains)
‘ 7:/‘37|\U)|J(DRX§2) ﬂEﬁ?ﬂk(mm) DRX Hole Bottom Shape(mm)
gDc A B C gDc A B C gDc A B C
12.0 4.2 245 9.1 0.8 39.0 13.7
12:5 1.8 4.5 0.5 25.0 32 9.3 40.0 14.2
13.0 4.7 253 9.6 0.9 41.0 14.7
13.5 4.8 26.0 9.8 42.0 15.2 15
14.0 5.0 05 26.5 9.4 43.0 5.8 15.7
14.5 5.3 270 9.6 44.0 16.2
15.0 5.5 275 9.9 45.0 16.7 oDc
15.5 5 5.8 28.0 10.1 1.0 46.0 17.2 !
16.0 6.0 28.5 10.4 47.0 17.7 1.6 !
16.5 6.3 0.6 29.0 3.9 10.6 48.0 16.9 :
17.0 6.5 2915 10.9 49.0 174 1 o
175 6.8 30.0 11.1 50.0 17.9 L
18.0 7.0 0.7 30.5 1.4 1.1 51.0 18.4 17 *%TJ
18.5 6.9 31.0 11.6 52.0 18.9
19.0 71 315 11.9 12 53.0 19.4
19.5 74 0.7 32.0 1.3 54.0 71 19.9
20.0 2.4 76 33.0 11.8 11 55.0 20.4 18
20.5 7.9 34.0 12.3 56.0 20.9
21.0 8.1 0.8 35.0 4.7 12.8 57.0 214 1.9
215 8.4 36.0 13.3 12 58.0 219 20
22.0 78 37.0 13.8 13 59.0 224
225 8.1 38.0 14.3 60.0 22.9 2.1
23.0 32 8.3 08 | 2XD, 3XD, 4XD, 5XD ¥ 458 Avilibie for 2XD3XDAXD5XD
23.5 8.6 ¥ FEEMFIE BRTY . (R SIRISREECKD. £0.1mmiZEDZEEIN GO ET)
24.0 8.8 Figures above are nominal sizes(Varies from -0.Imm to +0.1mm depending on work material and cutting conditions)
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. DRXE! ?ﬁﬂ,‘%tﬂ ‘E’U%ﬁ: (5E:T:t7]uI) DRX Recommended Cutting Conditions (Coolant)

HEEF Y TME (YIELEE m/min)
Recommended Grade(Ve=m/min) m} bgg ,( j
2 Holder Type(Cutting Depth)
o MEGACOAT g ’Jg%“;
WorkMaterial | pRip3g | PR1225 | PR1210 | Gw15 | (mm) 2D-~3D 4D 5D
Cutting Dia. .
ghl-lll SM GM SM GM GH SM :&C?M(mm/:;}ll) feed(';“:’;e") GM GH SM
012~015 |0.06~0.100.06~0.10 | 0.04~0.10 | 0.05~0.08 | 0.05~0.08 |0.04~0.08 | 0.04~0.07 |0.04~0.07 | 0.04~0.08
(| % * 215.5~018|0.06~0.12 | 0.06~0.12 | 0.06~0.12 | 0.05~0.10 | 0.05~0.10 [ 0.05~0.10 | 0.05~0.08 | 0.05~0.08 | 0.04~0.09
iss4op S1S0S) | 120.200 | 120240 018.5~0260.08~0.14 | 0.08~0.14 | 0.06~0.14 | 0.06~0.12| 0.08~0.12| 0.05~0.12 | 0.06~0.10 | 0.06~0.10 | 0.04~0.10
ow Carbon Steel
026.5~060| 0.08~0.14 | 0.08~0.14 | 0.06~0.14 | 0.06~0.12 | 0.08~0.12 | 0.05~0.12 | 0.06~0.10| 0.06~0.10 | 0.04~0.10
012~015 |0.04~0.14|0.04~0.14 |0.04~0.10 | 0.04~0.10 | 0.04~0.10 | 0.04~0.08 | 0.04~0.08 | 0.04~0.08 | 0.04~0.07
e * X 215.5~018|0.06~0.16| 0.06~0.16 | 0.06~0.12 | 0.05~0.12| 0.05~0.12 | 0.05~0.10 | 0.05~0.10 | 0.05~0.10 | 0.05~0.08
(C%iosn%if 100-180 | 100-180 18.5~026/0.08~0.20 |0.08~0.20 | 0.06~0.14 | 0.07~0.16 | 0.07~0.16 | 0.05~0.12 | 0.06~0.12| 0.06~0.12 | 0.05~0.10
026.5~060|0.08~0.20 |0.08~0.20 | 0.06~0.14 | 0.07~0.16 | 0.07~0.16 | 0.05~0.12 | 0.06~0.12| 0.06~0.12 | 0.05~0.10
012~015 |0.04~0.14|0.04~0.14 |0.04~0.10 | 0.04~0.10 | 0.04~0.10 | 0.04~0.08 | 0.04~0.08 | 0.04~0.08 | 0.04~0.07
=i i * * 215.5~018|0.06~0.16 | 0.06~0.16 | 0.06~0.12 | 0.05~0.12| 0.05~0.12 | 0.05~0.10 | 0.05~0.10 | 0.05~0.10 | 0.05~0.08
(ng;ssi';l% )| 100-160 | 100-160 18.5~026|0.08~0.20 |0.08~0.20 | 0.06~0.14 | 0.07~0.16 | 0.07~0.16 | 0.05~0.12 | 0.06~0.12| 0.06~0.12 | 0.05~0.10
026.5~060|0.08~0.20 |0.08~0.20 | 0.06~0.14 | 0.07~0.16 | 0.07~0.16 | 0.05~0.12 | 0.06~0.12| 0.06~0.12 | 0.05~0.10
012~015 |0.04~0.080.04~0.08 |0.04~0.08 | 0.04~0.07 | 0.04~0.07 |0.04~0.07 | 0.04~0.06 | 0.04~0.06 | 0.04~0.06
BRI * * 215.5~018|0.06~0.12| 0.06~0.12 | 0.06~0.10 | 0.05~0.10 | 0.05~0.10 | 0.05~0.08 | 0.04~0.08| 0.04~0.08 | 0.04~0.07
(855;1'\‘ Qfel%) 80-150 | 80-150 18.5~026/0.08~0.15 | 0.08~0.15 | 0.06~0.12 | 0.06~0.12 | 0.06~0.12 | 0.06~0.10 | 0.05~0.10 | 0.05~0.10 |0.05~0.08
026.5~060| 0.08~0.15 | 0.08~0.15 | 0.06~0.12 | 0.06~0.12 | 0.06~0.12 | 0.06~0.10 | 0.05~0.10| 0.05~0.10 | 0.05~0.08
. 012~015 |0.06~0.10|0.06~0.10|0.04~0.10 |0.05~0.08| 0.05~0.08 | 0.04~0.08| 0.04~0.07 | 0.04~0.08 | 0.04~0.08
(75_75\4%7‘2@) % * 215.5~018/0.06~0.10 | 0.06~0.10 | 0.06~0.12 | 0.05~0.08 | 0.05~0.08 | 0.05~0.11 | 0.04~0.07 |0.04~0.07 | 0.04~0.10
Stainless Steel | 70140 | 70-140 518.5~0260.08~0.12 | 0.08~0.12 | 0.06~0.14 | 0.07~0.10 | 0.07~0.10 | 0.06~0.12 | 0.07~0.10 | 0.07~0.10 | 0.06~0.12
(Austinite) 026.5~060|0.08-0.12 | 0.08-0.12 | 0.06~0.14 | 0.07~0.10 0.07~0.10 | 0.06~0.12 | 0.07~0.10 | 0.07~0.10 |0.06~0.12
o12~015 [0.08~0.14|  ~ ~  |oo6-0.12] -~ ~  |oo4~0.10] - 3
QT HiFRE * 0155-018/0.08~0.18|  ~ ~  |0.08~0.16| ~ ~  |o06~0.12| -~ =
Gmy(EﬁfIm 100-150 018.5~026|0.08~0.20|  ~ ~  |oos~0.18] -~ ~  |0.06-0.14] ~ =
026.5~060|0.08~0.20|  ~ -~ |oos-0.18] - ~  |oo6~0.14] - =
o12~015 [0.08~0.12|  ~ ~  |ooe-0.10] -~ ~  |o.04-0.08] -~ 3
9594 % * 0155-618/0.08~0.16|  ~ ~  |o0.08~0.14| -~ ~  |o.06~0.10| -~ =
Nodu(l':rCCE)s)t Tron 80-120 018.5~026|0.08~0.18 ~ ~ 0.08~0.16 ~ . 0.06~0.12 - -
026.5~060|0.08~0.18|  ~ -~ |oos-0.16] - ~  |oo6~0.12] - =
o12~015 = ~  |oo6-0.12] -~ ~  |oos-0.10] -~ ~  |0.04~0.08
VEIERE = x |o155~018] -~ ~  |o.08~0.14| - ~  |oo6~0.12] - ~  |o.05~0.10
Aluminum ¢ Non- 200600 |5185-026|  ~ - loos-016] - - looe-014| - - |o.05-0.12
0265~060|  ~ ~  |oo08~020] -~ ~  |oos-0.16] -~ ~  |0.07-0.14
o12~015 = ~  |o.0s5-0.08] ~ ~  |o.04-007] ~ ~  |0.04~0.06
FovES % |o155-018] -~ ~  |0.05-0.08] ~ ~  |0.04~007| ~ ~  10.04~0.06
Titanium Alloy 4070 [p185-026| ~ -~ |ooe-0.10] -~ ~  |0.06-0.08] ~ ~  10.05~0.07
026.5~060|  ~ ~  |oos~0.10] -~ ~  |o.o06-~0.08] -~ ~  |0.05~0.07
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* RASIHRZDNFI TTEALEE L,

Apply sufficient amount of coolant

*: TRHESE 15t Recommendation Y2/ RHEEE 2nd. Recommendation

.buI W ‘;éﬁutﬂ ‘ﬁu%ﬁ: Cutting Conditions by Application

7JI]I W g Application

FEIN

Plain Surface

FIEIN

Slant Surface

FEIDE

Half Cylindrical

F7GER

Hole Expansion

<IFHEIN

Concave Surface

TIUtE

Pre-drilled Surface

el

Stacked Plates

-k

Shape of workpiece

&> &>
N

&

@
_

&>
g

©

EDEIERE (m/min)

Cutting Speed 120 120 120 120 120 120 IIARA Not Avaizble
Elf;()l(% ‘*D ( / ) CIFHEN Concae Surce 0.05
w AN 0.1 0.05 0.05 0.05 0.05 AR NotAviale
eed rate TR solid portion 0.1
tﬂﬁﬂiﬁ(ﬂ%&’frﬁiﬂl) Coolant(internal) ﬁ Yes ﬁ Yes E Yes ﬁ Yes ﬁ Yes E Yes 1]l]I7FE_[ Not Available
*‘F/’T{T_T:&U—QIUJDI?ZJ%‘S@W“&E} (H_ BEJ) ( N YE Cutting width(Torus-shaped part) when machining pre-drilled surface
I\“U“Iggﬁ Drill type 2D~3D 4D 5D
fﬂﬂaf (Fll_ [zs.') Cutting width(Torus-shaped part) 1/1 OXDL\,{—F 0.1XD or less }yzﬂ;z;nagiil;{—l: }Eﬁb\fcbiﬂ'/\; Not Recommended

’yi‘g&‘ﬁaimfhng—Z)i’%ﬁa)ﬂuIiﬁé l:jll\t Max.depth with outer coolant
SNEBSHDIZE . I FOHFHMENEEDFT T DT INTRE(E MR (@De) D 1.565(1.5XDe) FTZERELTLIEELY,

‘When machining with outer coolant, Max. depth should be 1.5 times of the cutting diameter




R AU—T7 (DRXBEIZYvIRUJL INIEHE/ SERRA)

Adjustable Sleeve [MagicDrill DRX for cutting dia. / center height adjustment]

. SH EE! SHE type

oD2 L2 L1
oD1 L3
od . L4
A P ]
N i —k F
. 1 U — 7‘T_rii Sleeve dimensions
L & i S P e # 1 SRR T
qd 3 5 [=]
Description Stock ad @D1 oD2 L1 L2 L3 L4 Dia. Adjustment Range Center HeightH:djEstmem R
SHE 2025-43 ® 20 25 41 43 4 36 | 3.0 +0.4~-0.2 +0.2~-0.15
2532-48 o 25 32 49 48 6 38 | 2.5 +0.4~-0.2 +0.2~-0.15
3240-53 [ ] 32 40 58 | 53 6 43 | 2.5 +0.4~-0.2 +0.2~-0.15
4050-63 [ ] 40 50 74 | 63 6 49 | 3.0 +0.6~-0.2 +0.2~-0.2
TR BROEHEZRLUFT . D Adjustment Range refer to the cutting diameter. @ IZAETESE Standard Stock
1. MTEFRE~<y =V Ity y—TDA Tty MIT~ 2. DS~ B TOTRREC LD S T L~
Diameter Adjustment ~For Machining Center~ Center Height Adjustment ~Fewer problems owing to height adjustment for lathes~
@ fNTEFEEE (nn) @ T=FEEE ()

) e30RUILAE - - -

e.g.) $30mm Drill

* Diameter Adjustment Range (mm) * Center Height Adjustment Range (mm)

IyVOE | EE IYVOFE | HEE
Shank Dia. Adjustment Range Shank Dia. Adjustment Range
220 220
225 +0.4~-0.2 025 +0.2~-0.15
232 232
240 +0.6~-0.2 240 +0.3~-0.2
’ 1§Fﬁ755£ How to Use
-I . ﬂuI?%gEl?é@i%é Hole Diameter Adjustment when Drilling

ORULDREBAV—TBERY—IZREICLT. AU—TD ISV INEADREEERDICEDEXT . (M- 185)

ONMIFEZEXRELTDBEER>ITSAHEN MIEZNELTIEEIEFVAFRABAICELTEEL,

@RU—TZE TR RUILMBOL Y FZ, AU—T DTSV IHNFDNICANTELTLZEL,

@Y ROvIRILY D TAIRUICED, AU—TOROBNS ST 1 UINIRUILAFICEELE T -

J:{f!JJUJ*Qb(EL ZU_jE{%DU’HL“EE[:%&)Z(T’CEL\O IO (EBLEHEDD)
TEIORL (RUJVEER) Upper Screw (Tighten Slightly)

@Adjust the scale at the flange periphery of the sleeve to the center of the coolant plug of the drill. (Fig.1) Bottom Screw (Tighten Firmly)
(2)When making the hole diameter bigger, rotate the sleeve in (+) direction and to make it smaller, rotate the sleeve in (-) direction. \

@When rotating the sleeve, insert the wrench supplied with the drill into the hole on the flange periphery to rotate the sleeve.
(4)Using the bottom screw of the side-lock arbor, firmly tighten on the drill directly through the sleeve's window.
The upper screw should be tightened slightly so that the sleeve will not be damage.

E3=9)

JLYbF oy IRONIVICIERTER Ao
-BEOIFEZTIDT, by TV IRIEFREICINIRZ
AIELT HRLTLEE,

Caution: - 1 Fig1
* Not for use with Collet Chuck type Arbor.
* Check the actual cutting diameter after adjusting.

2. E%ﬁ%@%ﬁ Center-Height Adjustment for Lathes

TEERICHITBRUIVINIONS T ILDRERAIK, ZDFRENTREDIEVCEDEDTT
e (&, LEFEDTUNT O, B-3D#kIC BiHEOCERO.5mmIZED I H
BEOCVNISHELE TY . U TORRIFISEF BEDUNEELDE T,

Most Lathe problem occur due to Center Height Deviation.

The Center Height is appropriate if a core approximately 0.5mm diameter remains at the center of the end face.
Center-height adjustment is necessary for the case as follows:

-3 Fig3

: QI7HE<HESEN Feld OBERImMmMEEOXRELEITHED :
. @No core remains @ Core diameter is more than 1mm .

ORVILOHNBEN_EEHIYEERIARE EFIFTFTICEDRICEYRULTLEE W, (H-425R)
@RIILDTSVIDRODAI—TBERY—IZRECLT. AU—T DTSV VinEDHABERED (IE2) [CEDEET,
@7 HELHESBEVETIFTSRAAB[N BERE 1T mmI EOXRELEI7HEDIBEEYA T AAENEL T BRBULTZE L,
GORU—TZEIITEE RUJLGBOL Y FZRAU—T DTSV INBDTRUCANTEL TLEE L,

GOFEEEDY—)LiKILY DRUICED. AU—TDREOBDS S A LI RUILAMFZEEL TLEE 0,

(DAlign the drill with the outer insert face parallel to the X-axis of the tool turret. (Fig.4)

(2)Align the scale (for the lathe) on the flange face of the sleeve to the center of the reference mark.

(3)When no core remains, rotate the sleeve to (+) direction to make the core larger, and when the core diameter is more than 1mm, rotate the sleeve to (-) direction to make the core smaller.
(4)When rotating the sleeve, insert the wrench supplied with the drill into the hole of the flange and then rotate the sleeve.

(®After Completing the adjustment, tighten the drill directly through the window on the sleeve.

AR RHAU—TICL O TRBRBEZITIGE MIRDERICELLE T, tyT VIR AT TUROMEERZEIToTLIEE L,

Note: Depending on amount of the center height adjustment, the hole diameter may change. It is recommended that the hole diameter is checked after the center height adjustment.
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. Bﬁang’\a)E lJ (AHE{#H;% Lathe Installation

@ HFIDEERE X Bl & TFATICIEDERICTEZ Y b @ The top face of the outer insert should

be parallel to the X-axis to allow for

LTLEEL, offset cutting.

(Xﬁﬂl@%ﬁ(ﬂﬂl@@ﬁﬁ%b‘ﬁlﬁﬁ) Cutting diameter can be changed by

@ANDEEF. FEEDSAINEX moving X-axis.
BiEICtEY NTDOHEENTT, (2 Itis recommended to set the outer

insert as shown in Fig.1 with the outer
(' 1) insert facing the operator. (Fig.1)

({BL. 180° w@EETHMEATIEE) (It is also possible to use it by setting it

M. F—Ly M2ABDIEET, Ry, " reesepeiion Yo
EFRY—Lw k ICHI{TJ()‘Z;%EE{%H? ﬁ Ic If the lathe has two turrets, when

installing the drill into the lower turret,

EREEDSHETHIANRZDERICEY the outer insert should be set to face the
LTLIEEL,

operator.

(Tt is also possible to use it by setting at

(10)1%85 180° iﬁrﬁ]itﬁﬁﬁﬁﬁjﬁg) 180° reverse position)

. ﬂuI{%@%ﬁ%Hiﬁ Cutting Diameter Adjustment

1.

7][]1?%@%@%755% Cutting Diameter Adjustmen
OXEDBEICKDITNET,
IV DEUSARICKD .. XEDBEHBBNREDFT,
@HNADH[ICXEHZEZE S B TNREZLARRELET. (B2, H-3)
NEOHFENEREE. ZOFEA[ICXBZEBNLE T,
(ComoBgz 47ty b £W3)
BU. MINEZ FUILELDO.2mm ENE LT B ERIVIREDIEZH
NEFHELET. (H-4)
) 200 RULDIFZE., 7WEDB19.8KDINELESIELMRICLE T,
(DCutting diameter is adjusted by moving X-axis.
The moving direction of the X-axis depends on the position of the toolholder.
(@)In case of making the hole diameter larger, slide the tool along the X-axis toward the outer insert side.
(Fig.2, Fig.3)
For making the hole diameter smaller, slide the tool along the X-axis in the opposite direction.
(This movement of the axis is called “Offset”)
However, be sure not to make the hole diameter smaller than the drill diameter by 0.2mm or more.

Otherwise, the toolholder will interfere with the drilled hole.(Fig.4)
e.g.) in case of using ¢20 drill, the hole diameter must not be smaller than 19.8mm.

2. 7][]1?%@7]'7'& v I\ﬁg Offset Limit of the Cutting Diameter

NIROF Tty MElF. RILITERD [HEAEF 7y Rl =
SBRIEE L,
F 7ty MElE. MIRZENLEFFEEARICHKTEDNZRT,. )
Bl) 2200 RUILDIBE. [HEA@A Ty MATEEERE] (E+0.5mm
Ty bIBTEICKD. 221 X THAMEE

For the maximum limit of the cutting diameter, refer to “Max. Offset (Radial)” in the Toolholder

Dimensions table.

(The figure in the table shows how much it is possible the offset the drill in the radial direction.

e.g.) In case of using ¢20 drill, it is possible to make a hole up to 21 since "Max. Offset (Radial)" is
+0.5mm.

. ;.E;r%_ _L\_ 0) EIE] ?Eaﬁif Center Height Adjustment

1.

W 9‘] @E_I%—_(S [L__ ] l/ ) -C Center Height of the Inner Insert

-1 ORICEUSIE T & RADBEED 0.2mm IS THDICESKRICEY hanNE T, (H-5) Qm""“ “’

*,
oy, B .
¥ the "’%,\(% "“'s’e,
e

=Lk

Turret

Sy,
Yt gﬁ*%
""‘ﬁ/,,e

57
A Outer edge

%)
é@))\ Inner Z?h;c

(B2-1)  HEEE~ODEIFIRAE

Fig.1 Installed to the Lathe

"'%//l

5,
)

S

Outer edge

(H-2) 50 EmH EaEDIRE %«

Fig.2 Outer insert Facing Up

L,
e,

Ay, 8
Wi, ”ﬁe%ﬂb@p '7:,,,/t o

g

53
Outer edge

B (B-3) A LEHTFEEDRE

Interference Fig.3 Outer insert Facing Down

Xy,
Sorg, f@@
e mTE

Drilling Diameter

Eas)

Outer edge

b\
G, 2,
"’c-,o’:‘ Q%’Cr
/z/,,%
(B-4) JEDNETEDIHE

Fig.4 Excessive offset (For Smaller Hole Diameter)

[Py

Inner edge

IND.. ERDBRET. RUJVBEIEATD O.2mm FIi&E THD [CIEDIRICERET - BEENTVLETD, £
LU, =Ly MOIEBEYSI—ICHUTITNTVBIBERF. BLEHD XiF KEFEETHDICHEDE

nHEOHERT,
RELUTIIYDICIF. AREEEOERIFEETY.

EHPD

Center of spindle

When installing inner insert as shown in Fig.1, it will be set around 0.2mm below the Center of Spindle.(Fig.5)

This is the normal position of the center height and the drill is designed to be handled in this condition.

However, in case that the turret of the lathe is out of the center of Spindle, sometimes the inner insert may be set above the center, or

excessively below the center.
For stable machining, it is essential to check the Center Height carefully.

2 . w%ﬁ%a@ﬁ@aﬁﬁ;ﬁ How to Check the Center Height
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AFBRIHEENESHF. IEDRDEIGEHOERCHES 7 CTHEERTEEX I,

B 0.5mm gid 7 hE>TULNX. BaTIFEETY,. (K-6)
ROBIEIBEE. SESORBENUNECKEDET,

- 7 He<LES5EN

c B Tmm U EOXETHEIT7ENED

(®-5) RUJVIEEER

Fig.5 Front View of the Drill

37 (Bf0.5mmal#)
Core (about 0.5mm in diameter)

MEERDIEDINUE. O.1Tmm/rev IFDIERZED T, RE 10mmBETMIULTLEE L,

For checking the center height of the inner insert, see the core which remains at the center of the end face of the drilled hole. (H-6) a7
If the center height is in the normal condition, the core about 0.5mm in diameter, will remain after the machining. (Fig.6) Fig.6 Center Core

In the following cases, it is necessary to adjust the Center Height.
* No core remains
+ Core diameter is more than 1mm

* To test the Center Height, drill a shallow hole about 10mm in depth at low feed rate, less than 0.1mm/rev.



3 . W %E%é@%ﬁl%ﬁ;ﬁ Center Height Adjustment

a) A7He<ESEL (XiF, FERICT/NELY)

No core remains / Core with Excessively Small Diameter

INIE. ARDEEND ELOTVNBIRETT,

COIBE. WAD RYILRDEBEEORIENRE LS EDEITDT, HFHENUETT,

(H-7)

This happens when the Inner Insert is set above the Center Height.

In this case, adjustment is necessary since insert breakage will be probable at the center of the drill.

[EH%H;%] [How to Adjust]

ORUIAKZ180° O L TRHIFTHTLIIEE L,

INTWEESNSHEDEVNTT. (K-8)

(D Install the drill rotated 180° .

Most problems will be solved by this method. (Fig.8)

@ LEROBEENT L TITERNAS < EDBED

BE. B-O0EROKRIC FUILAEFZIO" [EEx
SETHNZ FRIICERR T, ERXEOBEC X
b, BERTORBZITO>TIIEEL,
(BL. MIZEBR 7Y ) FHERLELED)
i, BREFEFE (HN%Z LR/ ([CETDE.
TIERDINELIED ., RILIREDNRETFHT D
BaNHHEIDT. TEELEELY,
RAEMICIE, F—L v bREOBTNZRET
DUENSHDET,

(If the core diameter becomes too large after the above adjustment,

install the drill by rotating 90° counter-clockwise as shown in Fig.9
(outer edge is positioned lower) and adjust the center height by
moving the tool in the X-axis direction.

(However, this makes it impossible to adjust the cutting diameter)
Caution: In case of installing the drill in the reverse direction
(outer insert is positioned above), the cutting diameter will become
smaller, which may cause the drill body to interfere with the
drilled hole.

The best solution is to readjust the center position of the turret
itself.

DESTES (WAELHD)

(Inner insert positioned higher than normal)

T
“ory,
e

W,

(B-7) AHDRUJLHRDEREEDIRIE
Fig.7 Insert breakage near the center of the drill

180°Rotation ,

180° @z WEE mRETHD)
Improved Position of Inner Insert

(Inner insert positioned lower than normal)

Initial Installation

[aB2]

Tnner edge

gy
“Chipe BRI

Center of Spindle

FEREEEAID
Center of Spindle

A%

Inner edge

Inner edge
[

RUJLHRT

RUJLHRID

Center of drill

FE#EERHIT

Center of Spindle

(B3]

Inner edge

RU LD

Center of drill

[aB3)

Inner edge
FUDERIEAR

Zooming near the center

FIDEBIEAR
Zooming near the center

(=-8)

Fig.8

[¢5) s
90° Rotation Inner edge ‘¢
90’ [EER

x,
i, fmp,%? g ey

%"'/'ro )

Fa)

Outer edge
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Core with excessively large diameter (More than 1mm)
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This occurs when the inner insert is excessively below the center.

This condition causes poor chip evacuation and an adjustment is required.
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Install the drill rotating 90° as shown in Fig.10. (outer insert
is positioned on the upper side) and adjust the center height by
moving tool in the X-axis direction.

(However, this makes it impossible to adjust the cutting diameter)
Caution: When installing the drill in the opposite direction (outer
insert is positioned lower), the cutting diameter will become
smaller, which may cause the drill body to interfere with the
drilled hole.

The best solution is to readjust the center position of the turret
itself.
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SKD62(45HRC)

-Vc=60 m/min
-f=0.05 mm/rev
-H=50 mm (&E5& Through Hole)
“WET (PIBBHEH intemal coolan)
ZXMTO70305GH
(PR1230)
-525-DRX250M-4-07

2180
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Magic Drill DRX

ftbttm J

Compe. J
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Breakage after 4 holes

‘Vc=75 m/min

-f=0.1 mm/rev

‘H=10 mm (EE Through Hole) 10 RUJLZg20

‘WET (Wﬁﬁn’ﬁﬁiﬂi intemmal coolant) Drilling diameter 20mm
RS 10mm

ZXMTOBT204SM - ' depth 10mm
—EBifiTasD

(PR1225) | Pty iermuped
-525-DRX200M-3-06
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Magic Drill DRX

ftittm K

Compe. K

5007v/1-F

500pcs/edge

FER results
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- Magic Drill DRX shows 1.5 times longer tool life than Compe.J.

Cutting edge of Competitor J's was broken after 4 holes.

Magic drill DRX can drill 6 holes and more.

+ Magic drill DRX requires no secondary finishing operation due to its excellent finishing quality

(A—Y"—8RDHMIC K D) Evaluation by the user

SCM420HV smags ...

V=118 m/min
-f=0.08 mm/rev "‘&‘I -
(ADB%[;OOE) 0.05 at slaning)

‘H=30 mm (gﬁ Through Hole) L—”O
“WET (PIBRHEH inemal coolant)
-ZZXMTO70305SM

DRXHSEIREE (4007w a—F)

(PR 1 225) Cutting edge of DRX (after 400 holes)
-525-DRX250M-3-07

ftsit SRR (4007 I—F)
Cutting edge of competitors (after 400 holes)
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Magic Drill DRX
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Compe. L
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Large material welding (after 400 holes)

HESR results
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TEFamb 6BORXEMLZRR LR,

* Magic drill achieved 2.6 time longer stable machining without sudden breakage which occurred
with Competitor K's drill
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SKT4(42HRC)

V=100 m/min
-f=0.07~0.08 mm/rev
‘H=101 mm (B& tougiok)
WET (SEB#838) -
-ZXMTO70305GM
(PR1230)
-S25-DRX250M-4-07
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BRI Re25x 101 mm (B58) 24T
Die parts g25x101mm (through hole) x 24 holes
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Magic Drill DRX

50%iR4

50% reduction

ERTEM

Conventional tool M

I : 58%/f@

Cycle time : S8minutes/pc

#EER results
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- DRX shows better chip control and less welding than Competitor L

(A——HRDFHMIC K D) Evaluation by the user

FEER results
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- XYwT RUJLDRXIE, {ERTEMICHA, TEHahH 3&(Cm[ L

- Non-step drilling is available by 4xD- DRX even with outer coolant due to the superior chip
evacuation performance
* Magic Drill DRX shows 3 times longer tool life than coventional tool M.
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